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METHOD OF FORMING AN EMBEDDED
METAL-INSULATOR-METAL (MIM)
CAPACITOR

BACKGROUND OF THE INVENTION

1. Field of the Invention

Generally, the present disclosure relates to the field of
integrated circuits, and, in particular, to metal-insulator-
metal capacitors.

2. Description of the Related Art

Integrated circuits typically include a large number of
circuit elements, which form an electric circuit. In addition
to active devices such as, for example, field effect transistors
and/or bipolar transistors, integrated circuits can include
passive devices such as resistors, inductors and/or capaci-
tors.

As integration density of semiconductor devices
increases, the area occupied by individual devices continues
to shrink. Notwithstanding this, a capacitor for storing data
of, for instance, a dynamic random access memory (DRAM)
is required to have a sufficient capacitance, irrespective of
the decrease in the area occupied by the capacitor. In
addition to so-called native capacitors, which make use of
the native or “parasitic” inter-metal capacity between metal
lines in integrated circuits, there are metal-insulator-metal
(MIM) capacitors. Accordingly, a metal-insulator-metal
(MIM) capacitor, in which a lower electrode and an upper
electrode are formed of metal and separated by a layer of
insulating material, is being used in many integrated circuit
products. Metal-insulator-metal capacitors can be used in
CMOS, BICMOS and bipolar integrated circuits. Typical
applications of metal-insulator-metal capacitors include fil-
ter and analog capacitors, for example, in analog-to-digital
converters or digital-to-analog converters, decoupling
capacitors, radio frequency coupling and radio frequency
bypass capacitors in radio frequency oscillators, resonator
circuits, and matching networks.

Additionally, MIM capacitors have been used extensively
in semiconductor devices that perform analog-to-digital
conversions and digital-to-analog conversions. Conversion
between analog and digital signals requires that capacitors
employed in such conversion be stable, i.e., the capacitance
of the capacitors must be relatively stable over a range of
applied voltages and temperatures. The capacitance of
capacitors with polysilicon electrodes tends to be relatively
unstable since the capacitor structures tend to vary with
changes in temperature and applied voltage. Accordingly,
capacitors with polysilicon electrodes are typically not used
for such conversion applications. Metal-insulator-metal
capacitors may be provided in additional interconnect levels,
which are provided in addition to interconnect levels
wherein electrically conductive lines connecting active cir-
cuit elements of integrated circuits such as, for example,
transistors, are provided.

Key attributes of metal-insulator-metal capacitors may
include a relatively high linearity over relatively broad
voltage ranges, a relatively low series resistance, relatively
good matching properties, relatively small temperature coef-
ficients, relatively low leakage currents, a relatively high
breakdown voltage and a sufficient dielectric reliability.

Techniques for forming metal-insulator-metal capacitors
may include a deposition of a metal-insulator-metal stack on
a planarized surface of a semiconductor structure and a
patterning of the metal-insulator-metal stack. The metal-
insulator-metal stack may include a bottom electrode layer,
a dielectric layer and a top electrode layer. The metal-
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insulator-metal stack may be patterned by means of a
photolithography process. However, the absorption and/or
reflection of light by the metal-insulator-metal stack are
largely depending on the materials used and the thicknesses
of the layers in the metal-insulator-metal stack. Thus, there
are limited material combinations that enable optical align-
ment through the metal-insulator-metal stack.

In forming the upper and lower metal electrodes of a MIM
capacitor, an etching process is typically performed to
pattern a metal layer. However, as the integration density of
semiconductor devices continues to increase, it is becoming
more difficult to etch such metal layers. In particular, copper,
which has good electromigration resistance and a desirable
low resistivity, may be difficult to etch. Accordingly, various
methods for forming the upper and lower metal electrodes
through a damascene process, that is, a process which does
not involve etching a metal layer, have been proposed. A
copper damascene process generally includes forming a
trench for a copper structure in an insulation layer, forming
a sufficient amount of copper to overfill the trench, and
removing the excess copper from the substrate, thereby
leaving the cooper structure in the trench. However, the
damascene process used in forming copper-based capacitors
and conductive lines and vias is time-consuming and expen-
sive, and includes many steps, where chances for creating
undesirable defects always exist.

Moreover, capacitors of the art suffer from the following
problems. Vertical natural capacitors and finger metal-oxide-
metal capacitors show insufficient capacitance due to low
values of the dielectric constants of the used ultra-low-k
dielectrics that, in principle, require large areas to provide
significant capacitance anyway. The voltage of lateral
capacitors, on the other hand, is limited, in principle, by the
operation reliability of the employed ultra-low-k dielectrics.
Moreover, conventional MIM capacitors in metallization/
wire layers demand complex integration schemes.

Accordingly, there is a need for enhanced capacitor struc-
tures and formation processes, for example, for use in
semiconductor device fabrication, which better integrate
with conductive contact formation processing.

The present disclosure provides enhanced capacitor struc-
tures and manufacturing processes for the same wherein the
above-mentioned issues may be properly addressed and the
mentioned problems of the art may be overcome or at least
alleviated.

SUMMARY OF THE INVENTION

The following presents a simplified summary of the
invention in order to provide a basic understanding of some
aspects of the invention. This summary is not an exhaustive
overview of the invention. It is not intended to identify key
or critical elements of the invention or to delineate the scope
of'the invention. Its sole purpose is to present some concepts
in a simplified form as a prelude to the more detailed
description that is discussed later.

An illustrative method of manufacturing a semiconductor
device including a capacitor structure disclosed herein
includes the steps of forming over a semiconductor substrate
a first metallization layer comprising a first dielectric layer
and a first conductive layer functioning as a lower electrode
for the capacitor structure, forming a barrier layer function-
ing as a capacitor insulator for the capacitor structure on the
first metallization layer, forming a metal layer on the barrier
layer and etching the metal layer to form an upper electrode
of the capacitor structure.
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According to another illustrative method of manufactur-
ing a semiconductor device, the following steps are per-
formed: forming a trench in a first dielectric layer of a
metallization layer and filling the trench with a first metal
layer to form a lower electrode of the MIM capacitor,
forming a barrier layer of low-k material on the first metal
layer and first dielectric layer to form a capacitor insulator
of the MIM capacitor, forming a second metal layer on the
barrier layer to form an upper electrode of the MIM capaci-
tor, forming a second dielectric layer on the second metal
layer, forming a via in the second dielectric layer stopping
at the second metal layer and filling the via with a contact
material.

Moreover, provided a method of forming a metal-insula-
tor-metal (MIM) capacitor is provided including the steps
of: forming a trench in a first dielectric layer of a metalli-
zation layer and filling the trench with a first metal layer to
form a lower electrode of the MIM capacitor, forming a
barrier layer of low-k material on the first metal layer and
first dielectric layer to form a capacitor insulator of the MIM
capacitor, forming a second metal layer on the barrier layer
to form an upper electrode of the MIM capacitor, wherein
the second metal layer has a larger lateral dimension in a
lateral direction than the first metal layer, forming a second
dielectric layer on the second metal layer, forming a via in
the second dielectric layer extending through the upper
electrode in a peripheric region of the upper electrode that
does not overlap the first metal layer in the lateral direction
and filling the via with a contact material.

Moreover, a semiconductor device is provided including
a first metallization layer comprising a first dielectric layer
and a first conductive layer, a low-k barrier layer formed on
the first metallization layer, a second conductive layer
formed on the low-k barrier layer, a second dielectric layer
formed on the second conductive layer, a contact layer
formed in the second dielectric layer and extending to the
second conductive layer and a capacitor structure compris-
ing the first conductive layer, the barrier layer and the second
conductive layer.

Additionally, a semiconductor device is provided includ-
ing a first metallization layer comprising a first dielectric
layer and a first conductive layer, a low-k barrier layer
formed on the first metallization layer, a second conductive
layer formed on the low-k barrier layer and having a lateral
dimension in a lateral direction larger than the lateral dimen-
sion of the first conductive layer in the lateral direction, a
second dielectric layer formed on the second conductive
layer, a contact layer formed in the second dielectric layer
and extending through the second conductive layer in a
peripheric region thereof that does not overlap the first
conductive layer and a capacitor structure comprising the
first conductive layer, the barrier layer and the second
conductive layer.

According to the disclosed methods and semiconductor
devices, a MIM capacitor is formed that comprises a first
electrode in the form of a conductive layer comprised in a
metallization or interconnect level layer and a second elec-
trode formed directly on a relatively thin barrier layer that
functions as the capacitor insulator and is formed directly on
the metallization or interconnect level layer. Particularly, the
metallization or interconnect level layer may comprise or
consist of an ultra-low-k material and the barrier layer may
comprise or consist of a low-k material with a low dielectric
constant (k) that nevertheless is larger than the dielectric
constant of the ultra-low-k material. For example, the dielec-
tric constant of the low-k material may be chosen as 4<k<6
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4
and the dielectric constant of the ultra-low-k material may
be chosen as k<2.4 or k<2.3 or 2.0<k<2.7.

BRIEF DESCRIPTION OF THE DRAWINGS

The disclosure may be understood by reference to the
following description taken in conjunction with the accom-
panying drawings, in which like reference numerals identify
like elements, and in which:

FIGS. 1a-1f show schematic cross-sectional views of a
semiconductor structure in particular stages of a manufac-
turing method according to an example of the present
disclosure; and

FIGS. 24-2d show schematic cross-sectional views of a
semiconductor structure in particular stages of a manufac-
turing method according to another example of the present
disclosure.

While the subject matter disclosed herein is susceptible to
various modifications and alternative forms, specific
embodiments thereof have been shown by way of example
in the drawings and are herein described in detail. It should
be understood, however, that the description herein of spe-
cific embodiments is not intended to limit the invention to
the particular forms disclosed, but on the contrary, the
intention is to cover all modifications, equivalents, and
alternatives falling within the spirit and scope of the inven-
tion as defined by the appended claims.

DETAILED DESCRIPTION

Various illustrative embodiments of the invention are
described below. In the interest of clarity, not all features of
an actual implementation are described in this specification.
It will of course be appreciated that in the development of
any such actual embodiment, numerous implementation-
specific decisions must be made to achieve the developers’
specific goals, such as compliance with system-related and
business-related constraints, which will vary from one
implementation to another. Moreover, it will be appreciated
that such a development effort might be complex and
time-consuming, but would nevertheless be a routine under-
taking for those of ordinary skill in the art having the benefit
of this disclosure.

The present disclosure provides methods for forming a
MIM capacitor in a semiconductor structure comprising a
metallization layer/interconnect level layer wherein the
capacitor insulator of the capacitor is formed from a barrier
layer formed on a surface of the metallization layer/inter-
connect level layer. An integrated circuit comprises a large
number of semiconductor devices, such as transistors, that
are formed on a semiconductor substrate. These devices are
selectively interconnected by one or more patterned layers
of a conductive material, for example, aluminum, to form a
circuit that performs a desired function. These layers are
referred to as metallization or interconnect level layers. The
method may be employed in the framework of (Back-End-
of-the-Line) BEOL processing, in particular, thin wire
BEOL. As will be readily apparent to those skilled in the art
upon a complete reading of the present application, the
present method is applicable to a variety of technologies,
e.g., NMOS, PMOS, CMOS, etc., and is readily applicable
to a variety of devices, including, but not limited to, logic
devices, memory devices, etc.

Further embodiments will be described with reference to
the drawings. Various structures, systems and devices are
schematically depicted in the drawings for purposes of
explanation only and so as to not obscure the present
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disclosure with details that are well known to those skilled
in the art. Nevertheless, the attached drawings are included
to describe and explain illustrative examples of the present
disclosure. The words and phrases used herein should be
understood and interpreted to have a meaning consistent
with the understanding of those words and phrases by those
skilled in the relevant art. No special definition of a term or
phrase, i.e., a definition that is different from the ordinary
and customary meaning as understood by those skilled in the
art, is intended to be implied by consistent usage of the term
or phrase herein. To the extent that a term or phrase is
intended to have a special meaning, i.e., a meaning other
than that understood by skilled artisans, such a special
definition will be expressly set forth in the specification in a
definitional manner that directly and unequivocally provides
the special definition for the term or phrase.

FIG. 1a shows a semiconductor structure 100 represent-
ing an illustrative starting point for the disclosed method.
The semiconductor structure 100 may include a substrate
101. In some embodiments, the substrate 101 may include a
bulk semiconductor substrate formed of a semiconductor
material, for example, a silicon wafer or silicon die. In other
embodiments, the substrate 101 may include a semiconduc-
tor-on-insulator (SOI) substrate including a layer of a semi-
conductor material, for example, a silicon layer, that is
formed above a support substrate, which may be a silicon
wafer, and is separated therefrom by a layer of an electrically
insulating material, for example, a silicon dioxide layer. The
substrate 101 may comprise a semiconductor layer, which in
turn may be comprised of any appropriate semiconductor
material, such as silicon, silicon/germanium, silicon/carbon,
other II-VI or III-V semiconductor compounds and the like.

The semiconductor layer may comprise a significant
amount of silicon due to the fact that semiconductor devices
of high integration density may be formed in volume pro-
duction on the basis of silicon due to the enhanced avail-
ability and the well-established process techniques devel-
oped over the last decades. However, any other appropriate
semiconductor materials may be used, for instance, a sili-
con-based material containing other iso-electronic compo-
nents, such as germanium, carbon and the like. The semi-
conductor substrate 101 may be a silicon substrate, in
particular, a single crystal silicon substrate. Other materials
may be used to form the semiconductor substrate 101 such
as, for example, germanium, silicon germanium, gallium
phosphate, gallium arsenide, etc.

Furthermore, a plurality of circuit devices (not shown),
for example, transistors and resistors, may be formed in
and/or above the substrate 101. In particular, field effect
transistors may be formed in and/or above the substrate 101.
Each of the field effect transistors may have an active region
including a source region, a drain region and a channel
region that is formed in the semiconductor material of the
substrate 101. Additionally, each of the field effect transis-
tors may include a gate electrode formed above the channel
region of the respective transistor, as well as a gate insula-
tion layer provided between the gate electrode and the
channel region. The gate insulation layer may provide
electrical insulation between the gate electrode and the
channel region. Further features of the field effect transistors
may correspond to features of known field effect transistors.
Moreover, a metallization layer (not shown) may be formed
on the substrate 101.

Above the substrate 101 and sandwiched by a first low-k
blocking layer 102 and a second low-k blocking layer 104,
a metallization layer or interconnect level layer 103 may be
formed. The metallization layer/interconnect level layer 103
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6

serves for electrically contacting circuit elements formed in
and on the substrate 101. In principle, the layer 103 may be
any layer comprising a conductive layer (structure) 105
embedded in some dielectric layer 106. Usually, the metal-
lization layer/interconnect level layer 103 comprises a plu-
rality of conductive structures, in particular, electrically
conducting contact structures. In the following, the layer 103
will be denoted metallization layer, for exemplary purposes.

The first and second low-k blocking layers 102 and 104
may particularly be provided for blocking undesired species
diffusion of conductive materials (herein, the term “conduc-
tive” means electrically conductive) formed below the first
low-k blocking layer 102 and in the second low-k blocking
layer 104 and may have a dielectric constant k smaller than
the dielectric constant of silicon, for example k<3, for
example 4<k<6. However, the dielectric constant of the first
low-k blocking layer 102 and the second low-k blocking
layer 104 may be larger than the dielectric constant of the
dielectric layer 106 of the metallization layer 103. The first
and second low-k blocking layers 102 and 104 may com-
prise silicon nitride or silicon carbide, and inert atoms, for
example, argon or krypton, may be incorporated in these
layers. The first and second low-k blocking layers 102 and
104 may be layers of NBLoK™ with thicknesses of some
20-60 nm formed by a chemical vapor deposition process.

The metallization layer 103 may include an (interlayer)
dielectric layer 106. The dielectric layer 106 may include an
electrically insulating material, for example, silicon dioxide
and/or silicon nitride. For example, the dielectric layer 106
may include fluorine-doped silicon dioxide, carbon-doped
silicon dioxide, porous silicon dioxide, porous carbon-doped
silicon dioxide, SiCOH, a polymeric dielectric such as
polyimide, polynorbornenes, benzocyclobutene and/or poly-
tetraflouroethylene, or a silicon-based polymeric dielectric,
for example, hydrogen silsesquioxane and/or methylsilses-
quioxane. In particular, the dielectric layer 106 may consist
of or comprise an ultra-low-k (ULK) material with
2.0<k<2.7. The dielectric layer 106 may be formed by
chemical vapor deposition or a plasma enhanced version
thereof and may have a thickness of some 100-500 nm, for
example.

A planarization process, for example, a chemical
mechanical polishing process, may be performed after the
deposition of the dielectric layer 106 for obtaining a sub-
stantially planar surface. In the chemical mechanical pol-
ishing process, the surface of the semiconductor structure
100 is moved relative to a polishing pad while a slurry is
supplied to an interface between the surface of the semi-
conductor structure 100 and the polishing pad. The slurry
may react chemically with portions of the semiconductor
structure 100 at the surface, and reaction products may be
removed by friction between the semiconductor structure
100 and the polishing pad and/or by abrasion caused by
abrasive particles in the slurry.

A conductive layer 105 is comprised in the metallization
layer 103. The conductive layer 105 may include a metal, for
example, copper and/or a copper alloy. The conductive layer
105 may be formed using a known damascene technique and
may have a thickness of some 40-60 nm, for example. A
diffusion barrier layer (not shown) may be provided between
the conductive layer 105 and the dielectric layer 106. The
diffusion barrier layer may be adapted for substantially
avoiding a diffusion of metal from the conductive layer 105
into the dielectric layer 106. For example, the diffusion
barrier layer may include one or more layers including
titanium nitride, tantalum and/or tantalum nitride.
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The formation of the conductive layer 105 may include
forming a trench and, optionally, one or more contact vias in
the dielectric layer 106. This may be done by means of
techniques of photolithography and/or etching. The trench
may be filled with the electrically conductive material of the
conductive layer 105, for example, by means of electroplat-
ing. Thereafter, a chemical mechanical polishing process
may be performed for removing portions of the material of
the conductive layer 105 and/or a diffusion barrier layer, if
provided, outside the trench. Thereafter, the second low-k
blocking layer 104 may be deposited, for example, by means
of chemical vapor deposition and/or plasma enhanced
chemical vapor deposition.

According to the present disclosure, the conductive layer
105 will operate as a lower electrode of a vertical capacitor
and part of the second low-k barrier layer 104 will represent
the capacitor insulator. In particular, the second low-k bar-
rier layer 104 may be chosen to be significantly thinner than
the metallization layer 103, for example, the thickness of the
second low-k barrier layer 104 may be Y5 or V4 or %5 of the
thickness of the metallization layer 103. As shown in FIG.
15, a metal layer 107 comprising or consisting of a metal or
metal compound is formed on the exposed surface of the
second low-k barrier layer 104. The metal layer 107 may
comprise or consist of titanium, titanium nitride, tantalum or
tantalum nitride. The metal layer 107 may be deposited by
means of a physical vapor deposition process, for example,
sputtering, a chemical vapor deposition process or a plasma
enhanced chemical vapor deposition process. The metal
layer 107 may have a thickness in a range from about 10-250
nm, in particular, 30-60 nm.

A mask 108 may be formed over the semiconductor
structure 100, as shown in FIG. 1¢. The mask 108 may be
formed of a photoresist by means of techniques of photoli-
thography. In the shown example, the mask 108 is patterned
to cover a portion of the metal layer 107 without extending
beyond the lateral edges of the conductive layer 105. By
etching of the metal layer 107, an upper electrode 109 of the
resulting capacitor structure is formed, as shown in FIG. 1d.
The etching may be a dry (anisotropic) or wet etching
process and the etching process may be followed by a wet
cleaning process. In the wet cleaning process, the semicon-
ductor structure 100 may be exposed to an amine-based
resist stripper and/or tetramethyl ammonium hydroxide
(TMAH). Due to the above-mentioned sizing of the mask
108, the upper electrode 109 has a lateral dimension in the
direction from left to right in FIG. 14 that is almost equal to
the lateral dimension of the conductive layer 105 in the same
direction. In principle, a lateral dimension of the upper
electrode 109 less than the one of the conductive layer 105
may, alternatively, be chosen by appropriately patterning the
mask 108.

The mask 108 may be removed by means of a resist strip
process, for example, a plasma resist strip process, wherein
a plasma is created by a radio frequency discharge in a gas
including oxygen.

After formation of the capacitor structure comprising the
lower electrode 105, the capacitor insulator in the form of
the second low-k barrier layer 104 and the upper electrode
109, an additional metallization or interconnect level layer
110 may be formed, as shown in FIG. 1e. A dielectric layer
111 (an interlayer dielectric, for example) is deposited on the
exposed surfaces of the upper electrode 109 and the second
low-k blocking layer 104. Vias and trenches may be formed
in the dielectric layer 111 and filled with metal-containing
material 112, as shown in FIG. 1f. A via-first, trench-last
technique may be employed wherein one or more vias are
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formed to the upper electrode 109 and subsequently trenches
are formed in the dielectric material 111. Particularly, the
upper electrode 109 is electrically connected by the metal-
containing material 112 filled in vias landing on the upper
surface of the upper electrode 109. The lower electrode 105
may also be electrically contacted within or through the
metallization layer 103.

In order to guarantee via landing on the upper surface of
the upper electrode 109, the via etching process of the
dielectric layer 111 must be sufficiently selective with
respect to the materials of the dielectric layer 111 and the
upper electrode 109. In selective etching of a first material
relative to a second material, an etch process is employed
wherein an etch rate of the first material is substantially
greater than an etch rate of the second material. The etch rate
of a material may be expressed in terms of a thickness of a
portion of a layer of the material that is removed per unit
time when the material is exposed to an etchant used in the
etch process, wherein the thickness is measured in a direc-
tion perpendicular to the surface of the layer of material.
When etching vias in the dielectric layer 111, the upper
electrode 109 functions as an etch stop layer in the example
shown in FIG. 1f, i.e., the etching rate for the employed
etching recipe of the dielectric layer 111 is much higher than
the etching rate of the upper electrode 109. For example, the
dielectric layer 111 may include silicon dioxide. Selective
etching of silicon dioxide with respect to the material of the
upper electrode 109 may be performed by means of a dry
etch process wherein an etch gas containing carbon tetra-
fluoride (CF,), a mixture of carbon tetrafluoride (CF,) and
oxygen (O,) and/or a mixture of carbon tetrafluoride (CF,)
and hydrogen (H,) is employed.

In the art, it is known to form a MIM capacitor in and
above an interconnect level by using the ULK material of the
dielectric layer 106 as a capacitor insulator. Contrary, in the
present disclosure, the low-k barrier layer 104 is used as the
capacitor insulator. Thereby, the capacitance may be
increased due to the higher k-value of the low-k barrier layer
as compared to the ULK material. Moreover, the thickness
of the low-k barrier layer 104 is lower than the thickness of
the dielectric layer 106, thereby also increasing the capaci-
tance of the capacitor structure comprising the lower elec-
trode 105, capacitor insulator 104 and upper electrode 109.
In addition, the low-k barrier layer 104 functioning as the
capacitor insulator shows superior dielectric properties as
compared to ULK material with respect to density and
robustness against process-related damages. Spontaneous
electrostatic discharge may be reliably avoided when choos-
ing a typical material for the second low-k barrier layer 104,
for example, silicon nitride or silicon carbide, and inert
atoms, for example, argon or krypton, as the capacitor
insulator.

As already mentioned, the formation of vias in the dielec-
tric material 111 and, thus, the electrical contacting of the
upper electrode 109 demands selectivity of the dielectric
material 111 and the material of the upper electrode 109 with
respect to the etching process to be carried out in order to
form the vias. In the following, another example of a method
of forming a capacitor structure is described that is suitable
when there is insufficient selectivity of the dielectric etch to
the upper electrode. Etching and layer formation processes
may be similar to the ones described with reference to FIGS.
la-1f. Moreover, materials and thicknesses of the corre-
sponding layers may be chosen similarly.

FIG. 2a shows a semiconductor structure 200 similar to
the one shown in FIG. 1c. The semiconductor structure 200
comprises a substrate 201 that may be similar to the sub-
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strate 101 described above. Over the substrate 201, a first
low-k barrier layer 202, a metallization/interconnect level
layer 203 and a second low-k barrier layer 204 are formed.
The first and second low-k barrier layer 202 and 204 may be
similar to the first and second low-k barrier layers 102 and
104 that are shown in FIGS. 1a-1f. The metallization layer
203 may be similar to the one shown in FIGS. 1a-1f. The
second low-k barrier layer 204 may be chosen to be signifi-
cantly thinner than the metallization layer 203, for example,
the thickness of the second low-k barrier layer 204 may be
V5 or Y4 or V5 of the thickness of the metallization layer 203.
Particularly, the metallization layer 203 may comprise a
conductive layer 205 comprising multiple conductive struc-
tures and a dielectric layer 206 that, in particular, may
comprise or consist of a ULK dielectric material, for
example, with k<2.4. The conductive layer 205 and the
dielectric layer 206 may be made of the same material as the
conductive layer 105 and dielectric layer 106 shown in
FIGS. 1a-1f. Atop of the second low-k barrier layer 204, a
metal layer 207 comprising or consisting of a metal or metal
compound similar to the metal layer 107 of FIGS. 15-1fis
formed.

The metal layer 207 has to be patterned in order to form
an upper electrode of a capacitor structure. In the example
shown in FIG. 2a, mask 208, for example, a photoresist
mask, is formed on the metal layer 207. Different from the
example illustrated in FIG. 1¢, the mask 208 is formed such
that it significantly extends laterally over the lateral edges of
the conductive layer 205 that shall function as a lower
electrode for the capacitor structure. In the shown example,
the mask at least partially covers the additional conductive
structures 215 at the left and right of the central conductive
structure that shall form the lower electrode of the capacitor.
After the steps of etching the metal layer 207, wet cleaning
and resist stripping, the structure shown in FIG. 25 results.
The upper electrode 209 clearly extends beyond the lateral
edges of the lower electrode 205 (in the direction from left
to right in the figures) and may at least partially overlap the
additional conductive structures 215 at the left and right of
the central conductive structure.

FIG. 2¢ shows a further developed stage of the manufac-
turing procedure. A dielectric layer 211 similar to dielectric
layer 111 shown in FIGS. 1e and 1fis formed on the exposed
surfaces of the upper electrode 209 and second low-k barrier
layer 204. The dielectric layer 211 may be formed as part of
another metallization/interconnect level layer comprising a
plurality of conductive structures. Moreover, a further layer
may be formed on the dielectric layer 211 wherein the
further layer may comprise conductive structures and/or
semiconductor devices, for example, resistors or capacitors
or memory cells or logic components of an electric circuit.

By means of an appropriately patterned (photoresist)
mask, the dielectric layer 211 is etched in order to form vias
and trenches that are subsequently filled with a contact
material 212, as shown in FIG. 2d. In the shown example, no
significant selectivity with respect to etching is given for the
dielectric material 211 and the material of the upper elec-
trode 209, i.e., the upper electrode 209 cannot function as an
etch stop layer in the etching process carried out for forming
vias. In fact, in the shown example, etching goes through the
material of the upper electrode 209 and opens the underlying
second low-k barrier layer 204.

Etching of the vias stops at the additional conductive
structures 215 embedded in the (ULK) dielectric material
206, i.e., the additional conductive structures 215 function as
landing dummies. It is noted that provision of the additional
conductive structures 215 is merely optional and, alterna-
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tively, they may be omitted or replaced by non-conductive
structures. However, the upper electrode 209 is contacted by
the contact material 212 at the outer peripheries spaced apart
from the lateral edges of the lower electrode 205, thereby
avoiding short-circuiting of the lower and upper electrodes
205 and 209 of the capacitor structure comprising the lower
and upper electrodes 205 and 209 and the capacitor insulator
in the form of the second low-k barrier layer 204.

The particular embodiments disclosed above are illustra-
tive only, as the invention may be modified and practiced in
different but equivalent manners apparent to those skilled in
the art having the benefit of the teachings herein. For
example, the process steps set forth above may be performed
in a different order. Furthermore, no limitations are intended
to the details of construction or design herein shown, other
than as described in the claims below. It is, therefore, evident
that the particular embodiments disclosed above may be
altered or modified and all such variations are considered
within the scope and spirit of the invention. Accordingly, the
protection sought herein is as set forth in the claims below.

What is claimed:

1. A method of manufacturing a semiconductor device
comprising a capacitor structure, comprising:

forming a first metallization layer comprising a first

dielectric layer and a first conductive layer functioning
as a lower electrode for said capacitor structure over a
semiconductor substrate;

forming a conductive structure in said first dielectric layer

of said first metallization layer;

forming a barrier layer functioning as a capacitor insulator

for said capacitor structure on said first metallization
layer;
forming a metal layer on said barrier layer;
etching said metal layer to form an upper electrode of said
capacitor structure and to expose portions of said
barrier layer, said upper electrode being contiguous and
vertically aligned with said lower electrode, wherein
said first conductive layer has a first lateral dimension
in a lateral direction and said metal layer is etched such
that said upper electrode has a second lateral dimension
in said lateral direction that is larger than said first
lateral dimension of said first conductive layer;

forming a second dielectric layer on said etched metal
layer and said exposed portions of said barrier layer;

etching said second dielectric layer to form a via extend-
ing through said upper electrode in a peripheric region
of said upper electrode that does not overlap said first
conductive layer in said lateral direction and exposing
said conductive structure; and

filling said via with a contact material, said contact

material in said via contacting said upper electrode and
said conductive structure.

2. The method of claim 1, wherein said upper electrode
functions as an etch stop layer during said etching of said
second dielectric layer.

3. The method of claim 1, wherein said first dielectric
layer is made of an ultra-low-k material and said barrier
layer is made of a low-k material with a dielectric constant
higher than the dielectric constant of said ultra-low-k mate-
rial.

4. The method of claim 1, wherein a thickness of said
barrier layer is at most 5 of a thickness of said first
metallization layer.

5. A method of forming a metal-insulator-metal (MIM)
capacitor, comprising:
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forming a trench in a first dielectric layer of a metalliza-
tion layer and filling said trench with a first metal layer
to form a lower electrode of said MIM capacitor;
forming a barrier layer of low-k material on said first
metal layer and said first dielectric layer to form a 5
capacitor insulator of said MIM capacitor;

forming a second metal layer on said barrier layer to form

an upper electrode of said MIM capacitor, wherein said
second metal layer has a larger lateral dimension in a
lateral direction than said first metal layer, said upper 10
electrode being contiguous and vertically aligned with
said lower electrode;

forming a second dielectric layer on said second metal

layer;

forming a via in said second dielectric layer extending 15

through said upper electrode in a peripheric region of
said upper electrode that does not overlap said first
metal layer in said lateral direction;

filling said via with a contact material; and

forming a conductive structure in said first dielectric layer 20

of said metallization layer, said conductive structure
functioning as a landing site for said formed via and
said contact material filled into said via.

6. The method of claim 5, wherein said first dielectric
layer comprises or consists of an ultra-low-k material with 25
a dielectric constant lower than a dielectric constant of said
barrier layer.

7. The method of claim 5, wherein a thickness of said
barrier layer is at most ¥4 of a thickness of'said first dielectric
layer. 30



